





Table 1 Steel grades cast at Chiba No. 1 contlinuous Molten steel
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Table 2 Casting conditions for experiments |
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Fig. 4 Decrease of inclusions and pin-holes in SUS 304 slab by tundish heater
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the temperature of molten steel to be processed by con- stages of casting. The influence of tundish heaiing on
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19 . Direct current is applied to the four coils installed on the
. side of the wide face of the mold to generate direct cur-
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ten slag which pushes forward frozen shell toward the
molien steel. This molten slag is forced to flow into the
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w=0.8 m/min

=250 cpm




this system are now underway with interesting findings
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Table 3 Specifications of conditioning machines for grinding pressure and surface roughness is shown in
specialty steel F1g 15 The 1ncorp0ral10n of the parameter of grmdmg
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7z):erall (Gate type, over head style surface roughness.
grinding Grinding wheel: 610 mmng Shot blast treatment of the slab surface is effective in
machine | Grinding speed © 4300 mymin (nx) reducing defects originating in the intergranular crack-
I Ceindine anala . ano ing which occurs during hot rolling. The hardness dis-




tundish heating process, by improving oscillation condi-
tions, and by implementing shot blasting, but also to
take countermeasures to stabilize slab quality by con-
sistently controlling heating temperature, oxygen con-
centration in the atmosphere, and holding time in the

Grinding loss!
0.9~1.5%
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